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(54) CORE AND PRODUCTION OF RIBBON CORE 
(57)Abstract: 

PURPOSE: To inexpensively produce a core having high 
dimensional accuracy, not bonding a paper powder to a 
ribbon and capable of corresponding to many kinds of 
ribbon widths. 

CONSTITUTION: A core 2 has an almost hollow 
cylindrical shape and has uneven parts 3 fitted to a shaft 
member or the drive shaft provided to a printer main 
body formed to the inner peripheral surface thereof so 
that the cross-sectional shapes thereof in the diameter 
direction of the core become uniform and hold a ribbon 
on the outer peripheral surface thereof in a wound state. 
An axially long core 1 having an equal cross section in 
its diameter direction is molded by an extrusion mold and oa" 
cut into necessary length to produce the core 2 having 
the same cross-sectional shape. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
dam ages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] Irregularity which fits into a driving shaft which presented an abbreviation hollow cylinder 
configuration and was prepared in the inner skin at shank material or a printer main part Have so that a 
cross-section configuration of the direction of a path may become uniform, and are the process of a core 
for carrying out winding maintenance, and a cross section of the direction of a path makes a ribbon 
equal to a cross-section configuration of said direction of a path at the peripheral face. A process of a 
core characterized by manufacturing a core which has the same cross-section configuration by cutting 
this long core to required length after forming a long long core in shaft orientations by extrusion 
molding. 

[Claim 2] (a) Irregularity which fits into a driving shaft which presented an abbreviation hollow cylinder 
configuration and was prepared in the inner skin at shank material or a printer main part A production 
process which carries out extrusion molding of the long core which it has so that a cross-section 
configuration of the direction of a path may become uniform, (b) - a production process which cuts said 
long core according to width of face of a broad ribbon, and winds said broad ribbon around a periphery 
of this core, and (c) - a process of a ribbon core characterized by consisting of a production process 
which cuts further a broad ribbon core around which a broad ribbon was wound according to width of 
face of a desired ribbon. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the process of a core and a ribbon core. It is related 
with the process of the core which can manufacture cheaply in more detail the core by which fits into 
shank material or a driving shaft, and a rotation drive is carried out to high degree of accuracy, and the 
process of the ribbon core which can manufacture cheaply the ribbon core which comes to wind a ribbon 
around the periphery of a core to high degree of accuracy. 

[0002] In addition, in this specification, a ribbon is a large concept which shows the band-like thing 
which can carry out winding maintenance to a cylindrical shape-like core. Therefore, the correction tape 
which comes to apply the material imprinted on [ other than the ink ribbon of the pressure-sensitive 
mold used for a printer or a sensible-heat mold ] band-like plastic film in the shape of a film, adhesive 
tape, a marker tape (what made the marker pen the imprint tape type), the tape that carried out the 
laminating of the receptor, receptor, and ink ribbon for tape printers are contained. 
[0003] 

[Description of the Prior Art] Usually, as shown in drawing 5 , the core 41 which winds and holds 
[ winding ] a ribbon is a hollow object which presents the shape of a cylindrical shape, and the driving 
shaft prepared in the bore side of the edge of this hollow object at the shank material 42 or a printer 
main part is inserted. And for example, the niting pawl 43 is formed in the peripheral face of the shank 
material 42, and the notch 44 which can fit into this niting pawl 43 is formed in the end face 45 of the 
side in which the shank material 42 of a core 41 is inserted (refer to JP,4-67065,U). Here, when shank 
material does not insert a core in a driving shaft directly, it is made to intervene between a driving shaft 
and a core, or as a ribbon begins to be rolled from a core, it is for making supporter material support a 
core free [ rotation ], and it is usually attached in the both ends of a core. 

[0004] This notch 44 also has the duty into which the paper winding shaft of the ribbon reel (spooling 
machine) for rolling round the ribbon cut in the manufacturing process by the predetermined width-of- 
face size other than the duty into which the driving shaft in which the core 41 was formed by the printer 
main part is made to fit on that periphery is made to fit, and has prevented the skid of each core. 
Moreover, notching is prepared also as niting after insertion of the shank material inserted in the 
cylinder both ends of a core. 

[0005] Generally such a core is a product made of paper from the field of a price, and the process 
consists of a production process which prepares notching in one edge of the production process which 
cuts the production process which manufactures the paper tube of the hollow cylinder object which has a 
required path, and the manufactured paper tube into round slices according to the width of face of the 
ribbon to be used, and the paper tube cut into round slices, or both edges by machining. 
[0006] Moreover, in order to have manufactured the ribbon core around which the desired small ribbon 
was wound, the broad ribbon is cut by a small margin, and the production process which rolls round the 
small ribbon on the periphery of a small core was needed. In addition, it sets on these specifications, a 
core means the core material for winding-holding or rolling round a ribbon, and what is carrying out 
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winding maintenance of the ribbon is said to the periphery of such a core as a ribbon core (pancake). 
[0007] 

[Problem(s) to be Solved by the Invention] In order to have to manufacture notching, having to apply 
[ one / every ] it to a machine tool made from the above-mentioned paper tube, it is very time and effort 
and has the problem that a manufacturing cost costs dearly. Moreover, there is also a problem of 
becoming the further cost rise for raising the dimensional accuracy of notching. 

[0008] Furthermore, when humidity becomes high with the core made from a paper tube, it swells in the 
length direction or the direction of a path, a size changes, and there are a problem that dimensional 
accuracy is not good, and a problem of the amount of [ of the paper tube it is / paper tube / the 
engagement section of a paper tube and the driving shaft of a printer main part ] notch wearing out, and 
paper powder arising, and adhering to a ribbon. 

[0009] Moreover, the activity which winds a ribbon around a core is time and effort, when rolling a 
narrow ribbon especially, and it has the problem of being easy to produce volume turbulence. 
[0010] Furthermore, there is a problem that the core of varieties must be manufactured from what has 
narrow width of face to a large thing corresponding to the ribbon size of varieties. 
[001 1] Were made in order to solve the above conventional problems, and dimensional accuracy does 
not make paper powder adhere to a ribbon highly, but this invention aims at offering the process of the 
core which can manufacture cheaply the core and ribbon core which can respond also to the ribbon 
width of face of varieties, and a ribbon core. 
[0012] 

[Means for Solving the Problem] Irregularity which fits into a driving shaft which a process of a core of 
this invention presented an abbreviation hollow cylinder configuration, and was prepared in the inner 
skin at shank material or a printer main part Have so that a cross-section configuration of the direction of 
a path may become uniform, and are the process of a core for carrying out winding maintenance, and a 
cross section of the direction of a path makes a ribbon equal to a cross-section configuration of said 
direction of a path at the peripheral face. After forming a long long core in shaft orientations by 
extrusion molding, it is characterized by manufacturing a core which has the same cross-section 
configuration by cutting this long core to required length. 

[0013] Moreover, a process of a ribbon core of this invention presents (a) abbreviation hollow cylinder 
configuration. Irregularity which fits into a driving shaft prepared in the inner skin at shank material or a 
printer main part A production process which carries out extrusion molding of the long core which it has 
so that a cross-section configuration of the direction of a path may become uniform, (b) — a production 
process which cuts said long core according to width of face of a broad ribbon, and winds said broad 
ribbon around a periphery of this core, and (c) - it is characterized by consisting of a production process 
which cuts further a broad ribbon core around which a broad ribbon was wound according to width of 
face of a desired ribbon. 
[0014] 

[Function] The process of the core of this invention can manufacture the core which comes to prepare 
the irregularity which fits into the driving shaft prepared in inner skin at shank material or a printer main 
part, and since the cross section of the direction of a path is uniform, first, this core is manufactured as a 
long core by extrusion molding, it continues and can be manufactured by cutting the long core 
manufactured by making it that appearance to required width of face. Therefore, dimensional accuracy 
can be raised while being able to skip the production process needed conventionally called formation of 
notching for making a core fit into shank material etc. 

[0015] Moreover, since the process of the ribbon core of this invention has the uniform cross-section 
configuration of the direction of a path of a core, a long picture-like core (long core) is formed by 
extrusion molding (production process (a)), and after cutting after it the long core manufactured by 
carrying out in this way according to the width of face of the broad ribbon wound around that periphery, 
the broad ribbon concerned is wound (production process (b)). At this production process (b), since the 
width of face of a ribbon is wide, a ribbon can be rolled comparatively easily. 

[0016] Furthermore, the broad ribbon core around which the broad ribbon was wound can be cut to a 
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request, and it can deal in a small ribbon core (production process (c)). At this production process (c), 
the production process which cuts a core, and the production process which cuts a ribbon are made at 
once, and a production process is simplified very much. 
[0017] 

[Example] Hereafter, based on an accompanying drawing, the process of the core of this invention and a 
ribbon core is explained. Drawing 1 is [ explanatory drawing, drawing 3 , and drawing 4 of a ribbon core 
of one example of explanatory drawing of one example of the process of the core of this invention and 
drawing 2 ] use explanatory drawing of a core and a ribbon core. [ of this invention ] [ of a process ] 
[0018] First, the process of the core of this invention is explained based on drawing 1 . In drawing 1 , 1 
is a long core formed of extrusion molding, and can manufacture a core 2 by cutting this to required 
width of face. This core 2 has the irregularity 3 which can fit into slot 4a prepared in the peripheral face 
of the driving shaft 4 as shown in that inner skin at drawing 3 , or slot 5a prepared in the peripheral face 
of the shank material 5 as shown in drawing 4 . A driving shaft 4 is formed in a printer main part, by 
fitting into this, drives a core and rolls round a ribbon to the peripheral face. 

[0019] The long core 1 is obtained by carrying out extrusion molding of the thermoplastics, such as 
ABS plastics, an AS resin, polyacetal (POM), vinyl chloride resin, polyethylene (PE), polystyrene (PS), 
and a polycarbonate (PC), according to a conventional method. Although the paper tube etc. was 
conventionally used abundantly as a material of a core It is not necessary to process the notch for the 
niting of a core with a machine tool, and a cost cut can be aimed at by using ABS plastics, an AS resin, 
and POM especially in the process of this invention. And it remains by the manufacturing process or 
there is no possibility that end powder, such as paper powder which is in the middle of use and is 
produced by contact to a driving shaft or shank material, may adhere to the ribbon held at the periphery 
side. Moreover, since ABS plastics, an AS resin, and POM are not swollen with humidity, they can raise 
dimensional accuracy. 

[0020] A core 2 cuts the above-mentioned long core 1 to required width of face by the cutter. The width 
of face of the ribbon wound around a core 2 changes with what is used. However, according to the 
process of the core of this invention, the production process which forms notching one by one by 
machining is not needed like before, but it can deal in the core 2 which can respond to various demands 
by the very easy activity that moreover cutting into round slices by the cutter is only. 
[0021] Next, the process of the ribbon core of this invention is explained based on drawing 2 . 
[0022] In drawing 2 , the broad ribbon core 1 1 is a ribbon core which wound the broad ribbon 13 
concerned around the periphery of the core 12 cut corresponding to the width of face of the broad ribbon 
13. By that for which the broad ribbon 13 is used, for example, facsimile, a bar code printer, the issue- 
of-banknotes machine, the video printer, the printer for CAD, and the medical-application printer, the 
core 12 as a supply core is used for the broad ribbon core 1 1 as a winding core. 

[0023] However, by that for which the small ribbon 14 with width of face narrower than this is used, for 
example, the printer for word processors, a typewriter, the tape printer, the printer for personal computer 
terminals, the correction tape cassette, and the adhesive tape cassette, the small ribbon core 15 which cut 
the broad ribbon core 1 1 into round slices with the slicer with the core 12 is used as a supply core. 
[0024] In a production process (a), the production process which deals in the long core 1 by extrusion 
molding is the same as that of the process of the long core 1 in the process of the above-mentioned core. 
[0025] At a production process (b), the long core 1 obtained according to the production process (a) is 
cut according to the width of face of the broad ribbon 13. The core 12 cut such is applied to a ribbon reel 
(spooling machine), and the peripheral face is made to roll round the broad ribbon 13. At this time, the 
irregularity 6 prepared in the inner skin of a core 12 can be made to be able to fit into the paper winding 
shaft of a ribbon reel, and the rotation drive of the core 12 can be carried out by it. 
[0026] At a production process (c), the round slice of the broad ribbon core 1 1 obtained at the 
production process (b) is carried out to desired width of face using a slicer etc., and the small ribbon 
core 15 is manufactured. In that case, there are few dimensional changes by humidity like the 
conventional paper tube, and it can deal in the high core and ribbon core of dimensional accuracy. 
[0027] Thus, since cutting of a broad ribbon and a core is made at once as compared with having wound 
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the ribbon around the core made from a paper tube which has the conventional notching, and having 
manufactured the ribbon core according to the process of the ribbon core of this invention, a production 
process can be lessened and a cost cut can be aimed at. 

[0028] Furthermore, according to the process of the core of this invention, and a ribbon core, it can deal 
in various cores and ribbon cores of width of face easily to the core 9 which holds the broad ribbon 10 as 
shown in drawing 4 from the core 7 holding the ribbon 8 with narrow width of face as shown in drawin g 
3 . In addition, the driving shaft with which the driving shaft 4 was formed in the core 9 at the shank 
material 5 or a printer main part is inserted in a core 7, respectively. 

[0029] ■ . . 

[Effect of the Invention] Paper powder etc. is not produced by contact friction with a driving shaft etc., 
for example, when a ribbon is an ink ribbon, the ink imprinted is not made to produce a blur, while 
according to the process of the core of this invention, and a ribbon core there are few dimensional 
changes by humidity and they are the high core and ribbon core of dimensional accuracy, since it is not a 
thing using the core made from a paper tube like before. 

[0030] Moreover, since the cross-section configuration of a core is uniform, the core of the width of face 
for which it asks simply only by cutting the long core formed of extrusion molding in a required size is 
obtained. Moreover, a broad ribbon can be wound around the surroundings of the core cut according to 
the broad ribbon, and it can deal in a desired small ribbon core by cutting these at once. Therefore, while 
being able to mass-produce and being able to aim at a cost cut, the ribbon core of all sizes can be easily 
manufactured from the object for narrow ribbons to the object for broad ribbons. 
[0031] Furthermore, in the manufacturing process of a long core, raw materials and the processing 
methods, such as thermoplastics, can be changed and the dimensional accuracy and the mechanical 
engine performance of a core can be raised further. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DRAWINGS 



[Drawing 2] 
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[Drawing 3] 
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[Drawing 4] 
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